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PROBLEM TO BE SOLVED: To provide a process 
release paper usable at a high temperature, not 
generating peeling of base paper and a releasable resin 
layer and usable repeatedly. 

SOLUTION: The process release paper is constituted of 
a laminate of the base paper and the releasable resin 
layer provided on at least one surface of the base paper 
and the N content of the base paper is set to 10-60 
weight %. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] It is the process releasing paper characterized by said base paper containing N material in 10 - 60% of the 
weight of the range in the process releasing paper which has the mold-release characteristic resin layer formed in 
one [ at least ] field of a base paper and this base paper. 

[Claim 2] The process releasing paper according to claim 1 characterized by being within the limits of [ whose 
surface roughness (Rz) of said mold-release characteristic resin layer forming face is 15-30 micrometers at least ] 
said base paper. 

[Claim 3] Said base paper is a process releasing paper according to claim 1 or 2 characterized by for bulk density 
being within the limits of 0.68 - 0.87 g/cm3, and Space pH being within the limits of 5-8. 
[Claim 4] Said mold-release characteristic resin layer is a process releasing paper according to claim 1 to 3 
characterized by being a methyl pentene system resin layer. 

[Claim 5] Said mold-release characteristic resin layer is a process releasing paper according to claim 4 characterized 
by being in within the limits whose thickness is 25-100 micrometers. 

[Claim 6] Said mold-release characteristic resin layer is a process releasing paper according to claim 1 to 3 
characterized by being the multilayer structure which at least one layer becomes from a methyl pentene system 
resin layer. 

[Claim 7] Said mold-release characteristic resin layer is a process releasing paper according to claim 6 which is in 
within the limits whose thickness is 25-100 micrometers, and is characterized by the thickness of a methyl pentene 
system resin layer being 25 micrometers or more. 

[Claim 8] Said mold-release characteristic resin layer is a process releasing paper according to claim 1 to 3 
characterized by being the multilayer structure which consists of a methyl pentene system resin layer and a methyl 
pentene system resin constituent layer. 

[Claim 9] Said mold-release characteristic resin layer is a process releasing paper according to claim 8 characterized 
by being in within the limits whose thickness is 25-100 micrometers. 

[Claim 10] Said mold-release characteristic resin layer is a process releasing paper according to claim 1 to 9 which 
has a concavo-convex pattern and is characterized by the thickness of the thinest part being 20 micrometers or 
more. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the process releasing paper which is applied to a process releasing 

paper, especially is used for manufacture of synthetic leather. 

[0002] 

[Description of the Prior Art] There are a polyurethane (PU) leather, semi artificial leather, a vinyl chloride (PVC) 
leather, etc. in the synthetic leather currently manufactured from the former. After applying paste-like PU resin on a 
process releasing paper and drying and solidifying as the manufacture approach of PU leather, for example, the 
approach of pasting a base fabric together and exfoliating from a process releasing paper is. 

[0003] Moreover, as the manufacture approach of semi artificial leather, paste-like PU resin is applied on a process 
releasing paper, and desiccation and after solidifying, a PVC foaming layer is formed and it pastes together with a 
base fabric, and there is the approach of exfoliating from a process releasing paper. 
[0004] Furthermore, after applying a PVC sol on a process releasing paper and heating and gelling as the 
manufacture approach of a PVC leather, a PVC foaming layer is formed, it pastes together with a base fabric, and 
there is the approach of exfoliating from a process releasing paper. 

[0005] As mentioned above, although a process releasing paper is an indispensable ingredient in manufacture of 
synthetic leather, this process releasing paper is put on a quite severe heating condition in the manufacture process 
of synthetic leather, namely, - the manufacture process of PU leather — the manufacture process of a PVC leather 
receives [ in the manufacture process of semi artificial leather ] the 2 - 5-minute room [ about ] heat history at 180- 
220 degrees C for 2 - 5 minutes for 2 - 5 minutes by 100-150 degrees C at 140-200 degrees C. 
[0006] There is a process releasing paper (PP type) which applied polypropylene (PP) to the base paper as an object 
for PU leather manufacture, and prepared the mold-release characteristic resin layer with a thickness of about 20-50 
micrometers as a process releasing paper currently used from the former. Moreover, there is a process releasing 
paper (methyl pentene system resin type) which applied the methyl pentene system polymer to the base paper, and 
prepared the mold-release characteristic resin layer of a monolayer with a thickness of about 20-50 micrometers as 
the object for semi artificial leather manufacture or an object for PVC leather manufacture, or a process releasing 
paper (acrylic resin type) which applied acrylic resin to the base paper and prepared the mold-release characteristic 
resin layer with a thickness of about 20-50 micrometers. 
[0007] 

[Problem(s) to be Solved by the Invention] However, in above-mentioned PP type process releasing paper, since the 
melting point of PP resin which constitutes a mold-release characteristic resin layer was low (before or after 160 
degrees C), thermal resistance ran short, and there was a problem that it could not be used in semi artificial leather 
manufacture or PVC leather manufacture. 

[0008] Moreover, in a methyl pentene system resin type process releasing paper, there was a problem that a bond 
strength fall with a base paper and a mold-release characteristic resin layer arose, and exfoliation arose but [ not 
between a mold-release characteristic resin layer and a synthetic leather layer ] between a base paper and a mold- 
release characteristic resin layer as the use count in PVC leather manufacture increased, although the thermal 
resistance of a mold-release characteristic resin layer was satisfactory. 

[0009] Furthermore, in an acrylic resin type process releasing paper, there were problems over the paper durability 
fall of the base paper after heating-at-high-temperature processing, pinhole generating of a mold-release 
characteristic resin layer, crack generating of the mold-release characteristic resin layer by the external force 
resulting from acrylic bridge formation type resin, and a process releasing paper, such as the difficulty of 
embossing. 
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[0010] It is made in view of such a situation, and it is usable under an elevated temperature, and exfoliation with a 
base paper and a mold-release characteristic resin layer does not occur, but this invention aims at offering the 
process releasing paper in which repeat use is possible. 
[0011] 

[Means for Solving the Problem] In order to attain such a purpose, the process releasing paper of this invention is a 
process releasing paper which has the mold-release characteristic resin layer formed in one [ at least ] field of a base 
paper and this base paper, and said base paper was considered as a configuration which contains N material in 10 - 
60% of the weight of the range. Moreover, it considered as a configuration which is within the limits of [ whose 
surface roughness (Rz) of said mold-release characteristic resin layer forming face is 15-30 micrometers at least ] 
said base paper. And in the above-mentioned process releasing paper, the bulk density of said base paper is within 
the limits of 0.68 - 0.87 g/cm3, and it considered as a configuration [ as / whose space pH is within the limits of 5- 
8]. 

[0012] Moreover, it considered as a configuration which is in within the limits whose thickness of a configuration 
[ as / said whose mold-release characteristic resin layer is a methyl pentene system resin layer ], and said mold- 
release characteristic resin layer is 25-100 micrometers. Moreover, said mold-release characteristic resin layer is in 
within the limits whose thickness of a configuration which is the multilayer structure which at least one layer 
becomes from a methyl pentene system resin layer, and said mold-release characteristic resin layer is 25-100 
micrometers, and was considered as a configuration [ as / whose thickness of a methyl pentene system resin layer is 
25 micrometers or more ]. 

[0013] Moreover, it considered as a configuration which is in within the limits whose thickness of a configuration 
which is the multilayer structure which said mold-release characteristic resin layer becomes from a methyl pentene 
system resin layer and a methyl pentene system resin constituent layer, and said mold-release characteristic resin 
layer is 25-100 micrometers. Furthermore, said mold-release characteristic resin layer has a concavo-convex 
pattern, and it considered as a configuration [ as / whose thickness of the thinest part is 20 micrometers or more ]. 
[0014] In above this inventions, a base paper shows very high bond strength to a mold-release characteristic resin 
layer, and the operation which prevents that a base paper and a mold-release characteristic resin layer exfoliate is 
made in the repeat use at the time of synthetic leather manufacture. 
[0015] 

[Embodiment of the Invention] Hereafter, the gestalt of operation of this invention is explained with reference to a 
drawing. Drawing 1 is the outline sectional view showing an example of the process releasing paper of this 
invention. In drawing 1 , the process releasing paper 1 consists of a base paper 2 and a mold-release characteristic 
resin layer 3 prepared in one field of this base paper 2, and the concavo-convex pattern (concavo-convex pattern) 4 
is formed in the front face of the mold-release characteristic resin layer 3. In addition, although the concavo-convex 
pattern (concavo-convex pattern) 4 is formed in the mold-release characteristic resin layer 3 in the example of 
illustration, the process releasing paper of this invention may not have a concavo-convex pattern (concavo-convex 
pattern). 

[0016] In such a process releasing paper 1 of this invention, N material content of a base paper 2 is preferably made 
into 20 - 40% of the weight of within the limits ten to 60% of the weight. When the content of N material in a base 
paper 2 is within the limits of the above, the surface roughness of a base paper serves as moderate range, the surface 
area to which only a base paper 2 is applied becomes large, bond strength with the mold-release characteristic resin 
layer 3 improves so that it may mention later, and it can prevent that exfoliation arises in the interface of a base 
paper 2 and the mold-release characteristic resin layer 3 in the time of the synthetic leather manufacture using the 
process releasing paper 1 . Itsuki to the increase of the smooth nature of a base paper 2 and a base paper 2 who goes 
away mold-release characteristic resin layer 3 worsens that N material content of a base paper 2 is less than 10 % of 
the weight. On the other hand, if N material content of a base paper 2 exceeds 60 % of the weight, it will become 
difficult to form the good concavo-convex pattern 4 in the front face of the mold-release characteristic resin layer 3 
by embossing which is mentioned later. 

[0017] L material (hardwood pulp) usually serves as a subject, and, as for paper, such paper has good surface 
smoothness on the gestalt of fiber. On the other hand, when manufacturing the paper which has surface granularity, 
N material (softwood pulp) with large path of fiber and die length of fiber is blended, the clearance in paper is 
increased or bringing irregularity to a front face is performed. However, if there are too many contents of N 
material, fiber will serve as a big lump, a block will be formed, big ** and ** will be built, and the homogeneity of 
paper will be spoiled. For this reason, in this invention, N material content is set up as mentioned above. As N 
material used for a base paper 2, N-BKP, N-BSP, N-UKP, etc. can be mentioned, and L-BKP, L-UKP, etc. can be 
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mentioned as L material. 

[0018] In addition, a base paper 2 makes a subject the above-mentioned N material and L material, and blends 
maculature and recycled pulp with this suitably. Moreover, as an additive, defoaming agents, such as an internal 
sizing compound, cation-ized starch, a fatty-acid-ester system, and special paraffin series, etc. can be used. In the 
size press process of base paper manufacture, coating of the size press liquid which blended corn starch, a surface 
sizing compound, etc. can be carried out to stencil paper. By passing through this size press process, size press 
liquid will be applied to both sides of a base paper, and it will sink also into the interior of a base paper. 
[0019] By making N material content of a base paper 2 into the above-mentioned range, 15-30 micrometers (Rz) of 
surface roughness of the field of a base paper 2 which forms the mold-release characteristic resin layer 3 at least 
become within the limits of 18-22 micrometers preferably. When surface roughness (Rz) is within the limits of the 
above, the surface area to which only a base paper 2 is applied becomes large, bond strength with the mold-release 
characteristic resin layer 3 improves, and it can prevent that exfoliation arises in the interface of a base paper 2 and 
the mold-release characteristic resin layer 3 in the time of the synthetic leather manufacture using the process 
releasing paper 1. in addition, this invention — setting - the surface roughness (Rz) of a base paper 2 - the shape of 
omnipotent surface type with analysis equipment by Kosaka Laboratory, Ltd. — it considers as the ten-point average 
of roughness height measured by measuring instrument SE-3F. 

[0020] Moreover, in this invention, it is desirable 0.68 - 0.87 g/cm3 and to make space pH into within the limits of 
5-8 for the bulk density of a base paper 2 within the limits of 0.70 - 0.81 g/cm3 preferably. By making bulk density 
of a base paper 2 into within the limits of 0.68 - 0.87 g/cm3, it becomes easier to adjust surface roughness (Rz) 
within the limits of 15-30 micrometers. When the bulk density of a base paper 2 is less than [ 0.68g //cm ] three, it 
may become difficult to form the good concavo-convex pattern 4 in the front face of the mold-release characteristic 
resin layer 3 by embossing which is mentioned later. Moreover, when the bulk density of a base paper 2 exceeds 

0. 87 g/cm3, Itsuki to a base paper 2 who goes away mold-release characteristic resin layer 3 may worsen. 

[0021] In addition, in this invention, the layered product of the paper which has the above surface roughness (Rz), a 
plastic film, such as nylon, polyethylene terephthalate, and polypropylene, a metallic foil, textile fabrics, a 
nonwoven fabric, a synthetic paper, etc., etc. can be used as a base paper 2. In this case, it is required to locate the 
paper which has the above-mentioned surface roughness (Rz) in the field which forms the mold-release 
characteristic resin layer 3 at least. 

[0022] It is desirable to set it as the thickness which the concavo-convex pattern 4 can form in the front face of the 
mold-release characteristic resin layer 3 by embossing which is mentioned later, for example, it can set up the 
thickness of such a base paper 2 in the range which is about 80-300 micrometers while it takes the ingredient to be 
used into consideration. Moreover, the field by the side of mold-release characteristic resin layer 3 formation of a 
base paper 2 may perform heating or corona discharge treatment beforehand, in order to raise the adhesion 
reinforcement of a base paper and a mold-release characteristic resin layer. 

[0023] Resin with well-known alkyd resin, acrylic resin, polyethylene system resin, polypropylene regin, poly 
methyl pentene system resin, silicone system resin, ultraviolet curing mold resin, ionizing-radiation hardening mold 
resin, etc. can be used for the mold-release characteristic resin layer 3 which constitutes the process releasing paper 

1, it can select it in consideration of detachability with the resin for synthetic leather, and thermal resistance, and 
poly methyl pentene system resin, polypropylene resin, and its alkyd resin are especially desirable, more - 
desirable - the mold-release characteristic resin layer 3 - (1) methyl pentene system resin layer and (2) — at least 
one layer can carry out to the multilayer structure which consists of a methyl pentene system resin layer, or the 
multilayer structure which consists of a (3) methyl pentene system resin layer and a methyl pentene system resin 
constituent layer. 

[0024] The above-mentioned methyl pentene system resin layer can be formed using methyl pentene system resin. 
Here, methyl pentene system resin is a polymer which consists of a 4-methyl-l -pentene independent. With methyl 
pentene system resin, moreover, for example, 4-methyl-l -pentene and other alpha olefins, With for example, a 
copolymer with the alpha olefin of the carbon numbers 2-20, such as ethylene, a propylene, 1-butene, 1-hexene, 1- 
octene, 1-decene, 1-tetra-decene, and 1-octadecene And it is the copolymer which made the subject the 4-methyl-l- 
pentene which contains 4-methyl-l -pentene 97 to 98% of the weight, and contains an alpha olefin in 2 - 3% of the 
weight of the range. The melting point measured with the differential scanning calorimeter (DSC law) is 236-238 
degrees C and ASTM. The melt flow rate (MFR) measured on conditions (load =2. 16kg and temperature =260 
degree C) according to D1238 is resin in the range for 160-200g / 10 minutes. 

[0025] The above-mentioned methyl pentene system resin constituent layer can be formed using a methyl pentene 
system constituent. The copolymer which made the above-mentioned 4-methyl-l -pentene the subject with the 
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methyl pentene system constituent here (4-methyl-l -pentene 97 to 98% of the weight) As opposed to the copolymer 
95 which contains an alpha olefin in 2 - 3% of the weight of the range, and the melting point has in 236-238 degrees 
C, and has MFR in the range for 160-200g / 10 minutes - 85 weight sections It is the constituent which carries out 
5-15 weight section content of the polyethylene system resin which has 0.910-0.930g/cm of consistencies in the 
range of 3, and is in the range whose melting point measured with the differential scanning calorimeter (DSC law) 
is 100-1 10 degrees C, and has MFR in the range for 1 .0-1 OOg / 10 minutes. 

[0026] As for the thickness of the mold-release characteristic resin layer 3 which consists of a methyl pentene 
system resin layer of the above (1), it is desirable that it is within the limits of 25-100 micrometers. When the 
process releasing paper 1 is repeated to PVC leather manufacture as thickness is less than 25 micrometers, and it is 
used, the plasticizer used as an ingredient of a PVC leather enters between the molecules of the mold-release 
characteristic resin layer 3, and an interface with a base paper 2 is invaded at hot environments and intervals, and it 
becomes easy to produce exfoliation by the interface of a base paper 2 and the mold-release characteristic resin 
layer 3. On the other hand, when it exceeds 100 micrometers, width-of-face curl of a process releasing paper may 
become large, and may cause the fall of workability. 

[0027] The thickness of the mold-release characteristic resin layer 3 with the multilayer structure which at least one 
layer of the above (2) becomes from a methyl pentene system resin layer is within the limits of 25-100 micrometers, 
and it is desirable that the thickness of a methyl pentene system resin layer is 25 micrometers or more. When the 
thickness of the mold-release characteristic resin layer 3 exceeds 100 micrometers, width-of-face curl of a process 
releasing paper may become large, and may cause the fall of workability. Moreover, when the process releasing 
paper 1 is repeated to PVC leather manufacture as the thickness of the methyl pentene system resin layer which 
constitutes the mold-release characteristic resin layer 3 is less than 25 micrometers, and it is used, the plasticizer 
used as an ingredient of a PVC leather enters between the molecules of the mold-release characteristic resin layer 3, 
and an interface with a base paper 2 is invaded at hot environments and intervals, and it becomes easy to produce 
exfoliation by the interface of a base paper 2 and the mold-release characteristic resin layer 3. 
[0028] As for the thickness of the mold-release characteristic resin layer 3 with the multilayer structure which 
consists of a methyl pentene system resin layer of the above (3), and a methyl pentene system resin constituent 
layer, it is desirable that it is within the limits of 25-100 micrometers. When the process releasing paper 1 is 
repeated to PVC leather manufacture as thickness is less than 25 micrometers, and it is used, it enters between the 
molecules of the methyl pentene system resin layer from which the plasticizer used as an ingredient of a PVC 
leather constitutes the mold-release characteristic resin layer 3, or a methyl pentene system resin constituent layer, 
and hot environments and an interval invade an interface with a base paper 2, and exfoliation by the interface of a 
base paper 2 and the mold-release characteristic resin layer 3 becomes easy to produce them. On the other hand, 
when it exceeds 100 micrometers, width-of-face curl of a process releasing paper may become large, and may cause 
the fall of workability. A methyl pentene system resin constituent layer and a methyl pentene system resin layer can 
make the mold-release characteristic resin layer 3 with the multilayer structure which consists of such a (3) methyl 
pentene system resin layer and a methyl pentene system resin constituent layer the two-layer structure by which the 
laminating was carried out for example, from a base paper 2 side. In this case, the bond strength with a base paper 2 
can improve by the methyl pentene system resin constituent layer, and a bond strength fall with the base paper 2 
and the mold-release characteristic resin layer 3 by the plasticizer DOP (dioctyl phthalate) for vinyl chlorides etc. 
can be prevented. Moreover, the thermal resistance and the mold-release characteristic which are required of 
synthetic leather manufacture are acquired by the methyl pentene system resin layer. 

[0029] Formation of the mold-release characteristic resin layer 3 can be performed by the approach of applying the 
resin to be used on a base paper 2 by methods, such as a roll coat, a gravure coat, an extrusion coat, a knife coat, a 
MAIYA bar coat, and a dipping coat, etc. The hardening approaches of resin may be which approaches, such as the 
hardening methods, such as the heat-curing approach, ultraviolet rays, and ionizing radiation. 
[0030] The process releasing paper which does not have the concavo-convex pattern 4 in the mold-release 
characteristic resin layer 3 is obtained according to the above processes. Moreover, the process releasing paper 1 
which has the concavo-convex pattern (concavo-convex pattern) 4 in the mold-release characteristic resin layer 3 as 
shown in drawing 1 takes the following embossing processes. That is, the concavo-convex pattern (concavo-convex 
pattern) 4 is formed in the mold-release characteristic resin layer 3, pressuring the embossing machine which 
counters and is equipped with the embossing roll in which irregularity was formed, the paper roll which receives the 
irregularity, a metal roll, or a metal roll with the surface irregularity corresponding to the shape of toothing of an 
embossing roll for the above-mentioned mold-release characteristic resin layer 3 to contact an embossing roll for a 
process releasing paper with a sink and the heated embossing roll. Usually, 80-150 degrees C and a pressure have 
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[ whenever / stoving temperature / of an embossing roll ] desirable 40 - 100 kg/cm extent. In addition, the Taira 
press may perform embossing not only using a roll press but using the Taira embossing version. 
[0031] Thus, when the concavo-convex pattern of arbitration is formed in the mold-release characteristic resin layer 
3 by embossing, irregularity eats even into base paper 2 part a little, but since it is finally mostly formed in the 
mold-release characteristic resin layer 3, the part from which thickness and a consistency differ arises in the mold- 
release characteristic resin layer 3. And as for the thickness of the thinest part (densest part) of the mold-release 
characteristic resin layer 3 with the concavo-convex pattern (concavo-convex pattern) 4, it is desirable that it is 20 
micrometers or more. When the process releasing paper 1 is repeated to PVC leather manufacture as the thickness 
of the thinest part is less than 20 micrometers, and it is used, the plasticizer used as an ingredient of a PVC leather 
sinks in from the thinest part of the mold-release characteristic resin layer 3, hot environments and an interval 
invade an interface with a base paper 2, and exfoliation by the interface of a base paper 2 and the mold-release 
characteristic resin layer 3 becomes easy to produce them. 

[0032] Next, manufacture of the synthetic leather using the process releasing paper of this invention is explained. 
First, the resin constituent for synthetic leather is applied on the mold-release characteristic resin layer of a process 
releasing paper. The pattern (concavo-convex pattern) corresponding to the concavo-convex pattern configuration 
of a mold-release characteristic resin layer is formed in the resin layer applied on the mold-release characteristic 
resin layer. Then, after drying lamination and a resin layer to this and cooling base fabrics (for example, textile 
fabrics, a nonwoven fabric, etc.) to it, it exfoliates in it and synthetic leather can be obtained to it. 
[0033] Resin, such as polyurethane and a polyvinyl chloride, can be used for the resin constituent for the above- 
mentioned synthetic leather. When using polyurethane, it is desirable to make solid content of a resin constituent 
into about 20 - 50%. Moreover, when using a polyvinyl chloride, it is desirable to use the resin constituent which 
mixed with plasticizers, such as a dioctyl phthalate and dilauryl phthalate, the foaming agent, the stabilizer, etc., and 
was distributed. As the method of application of this resin constituent, the method of application with 
conventionally well-known a knife coat, a roll coat, a gravure coat, etc. can be mentioned. In manufacture of the 
synthetic leather using the process releasing paper of such this invention, in the PVC leather manufacture performed 
under an elevated temperature, it also sets, exfoliation between a base paper and a mold-release characteristic resin 
layer is prevented, and repeat stability production is attained. 
[0034] 

[Example] Next, a concrete example is shown and this invention is further explained to a detail. 
[0035] To the pulp slurry which carried out beating of the pulp raw material which blended [production of base 
paper] N material (N-BKP), and L material (L-BKP) at five sorts of a rate shown in the following table 1 among 
410-450 degrees C, the AKD (SSmade from Japanese PMC- 362) neutral sizing compound was added as a sizing 
compound, and the melamine was added 0.5% of the weight as a humid paper durability agent 0.1% of the weight. 
Subsequently, this pulp slurry was adjusted to pH5.5, stencil paper was milled, spreading of oxidized starch 1 g/m2 
and PVA0.5 g/m2 was carried out to both sides at the size press process, the paper of basis-weight 125 g/m2 was 
milled, the slitting machine was carried out to width of face of 1530mm, and five sorts of base papers (A-E) shown 
in the following table 1 were obtained. The surface roughness (Rz) of these base papers, bulk density, and Space pH 
were measured, and it was shown in the following table 1 . 
[0036] 
[Table 1] 
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MpH 


A 


1 0 


9 0 


1 5 


0.8 6 


5. 5 


B 


4 O 


6 0 


2 0 


0.7 3 


5. 5 


C 


6 0 


4 0 


3 0 


0.6 9 


5. 5 


D 


0 


10 0 


1 2 


0.8 9 


5. 5 


E 


7 0 


3 0 


3 5 


0.6 6 


5. 5 



[0037] [formation of a mold-release characteristic resin layer] — two sorts of following resin (I, II) was first 
prepared as resin for mold-release characteristic resin stratification. 
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[0038] - Resin I (methyl pentene system resin) : Mitsui Chemicals, Inc. make TPX DX820 (melting point = degrees 

C [ 238 ], 10 MFR=g [ 180g / ], minutes) 

[0039] 

- Resin II (methyl pentene system constituent) : Resin by Mitsui Chemicals, Inc. Copolymer which made 4-methyl- 
1 -pentene the subject — 90 weight sections (the melting point of the copolymer which made 4-methyl-l -pentene the 
subject = 238 degrees C, 1 0 MFR=200g /, minutes) 

Polyethylene system resin - Ten weight sections (consistency =0.917g/cm3 of polyethylene system resin, the 
melting point =106 degrees C, 10 MFR=7.2g /, minutes) 

[0040] Next, five sorts of base papers (A-E) and two sorts of resin (I, II) which were produced as mentioned above 
were combined as shown in the following table 2, resin was extruded on the extrusion conditions shown in Table 2, 
and it applied by the coat method, it dried, and the mold-release characteristic resin layer was formed. The thickness 
of each formed mold-release characteristic resin layer is as being shown in the following table 2. In addition, in 
Table 2, when a mold-release characteristic resin layer is two-layer structure, a base paper side is made into the 2nd 
layer. Moreover, when a mold-release characteristic resin layer was monolayer structure, resin and thickness were 
indicated in the column of the 2nd layer. 

[0041] [Embossing] To the embossing machine which countered and was subsequently equipped with the 
embossing roll and the paper roll in which irregularity was formed, it let the base paper in which the above- 
mentioned mold-release characteristic resin layer was formed pass so that a mold-release characteristic resin layer 
might contact an embossing roll, and the concavo-convex pattern was formed in the mold-release characteristic 
resin layer, and 18 sorts of process releasing papers (samples 1-18) were obtained. In addition, the pressurization to 
the mold-release characteristic resin layer according the temperature of an embossing roll to 120 degrees C and an 
embossing roll was set as 60 kg/cm. The thickness of the thinest part of the mold-release characteristic resin layer in 
which such a concavo-convex pattern (pattern) was formed was measured, and it was shown in the following table 
2. 

[0042] [manufacture of synthetic leather] - synthetic leather was produced using 18 sorts of process releasing 
papers (samples 1-18) produced as mentioned above. That is, first, the PVC resin constituent for synthetic leather 
epidermis which contained the 60 sections and a foaming agent in the five sections, and contained [ PVC resin 
(molecular weight 1000) ] the stabilizer for the 100 sections and DOP (plasticizer) at a rate of the 2.5 sections was 
applied to the mold-release characteristic resin layer side of a process releasing paper by the knife coat method, and 
it dried (for 190-200 degrees C and 2 minutes). Then, urethane system adhesives were applied by the knife coat 
method, it dried, and the synthetic leather which has a base fabric in this adhesive coated surface, and has a 
lamination and irregularity pattern corresponding to [ dry, exfoliate from a process releasing paper after aging, and ] 
a concavo-convex pattern in a mold-release characteristic resin layer was obtained. In addition, production of the 
above-mentioned synthetic leather was performed under the environment of the temperature of 25 degrees C, and 
20% of humidity, and it repeated 10 times on these conditions. Moreover, the bond strength of the base paper of 
each process releasing paper and a mold-release characteristic resin layer was measured under the environment of 
the temperature of 23 degrees C, and 50% of humidity with the tension strength test machine on condition that 
sample width of face of 15mm, and 200mm [ in tension rate ] exfoliation [ part 90 degree ] for /, and the result was 
shown in the following table 2. 
[0043] 
[Table 2] 
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[0044] The surface roughness (Rz) of a base paper is the range which is 15-30 micrometers, and exfoliation with a 
base paper and a mold-release characteristic resin layer did not generate the samples 1-8 in the range whose content 
of N material of a base paper is 10 - 60 % of the weight among the process releasing papers shown in Table 2 in ten 
synthetic leather manufactures. 

[0045] On the other hand, in synthetic leather manufacture, the following faults produced the process releasing 
paper (samples 9-13) using the base paper whose content of N material is less than 10 % of the weight, and the 
process releasing paper (samples 14-18) using the base paper to which the content of N material exceeds 60 % of 
the weight. 

Samples 9 and 14: Width-of-face curl arose and the workability fall at the time of synthetic leather manufacture was 
caused. 

Samples 10-13: The bond strength of a base paper and a mold-release characteristic resin layer was low, and 
exfoliation with a base paper and a mold-release characteristic resin layer was seen in the synthetic leather 
manufacture which is 10 times. 

Samples 14-18: The pattern [ that surface roughness is large ] of the mold-release characteristic resin stratification 
plane which passed over which and carried out embossing did not become what followed the concavo-convex 
pattern of an embossing roll completely. 
[0046] 

[Effect of the Invention] Since according to this invention a process releasing paper is considered as the 
configuration which consists of a layered product of a base paper and the mold-release characteristic resin layer in 
which it was prepared in one [ at least ] field of this base paper and a base paper contains N material in 10 - 60% of 
the weight of the range as explained in full detail above Even if the bond strength of a base paper and a mold- 
release characteristic resin layer improves and it uses it in manufacture of the synthetic leather using the process 
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releasing paper of this invention repeatedly, it is prevented that a base paper and a mold-release characteristic resin 
layer exfoliate. Moreover, the PVC leather manufacture under an elevated temperature is attained by using methyl 
pentene system resin for a mold-release characteristic resin layer. 



[Translation done.] 
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